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C0017] $^>t. tt^3S6tie^o^BH(i. h*ji 

fcwc. m&r+r—x*:—? 11-1. 1 i-2coms[$r-e 

*L-en«sa-rs«R<o«s[-fc^3-i. 3-2^. 

a ymumuxjcmnmiz . MEis^ft^anff^cffl 

ih. LTffneh^^^fis-Hffie^jfflifg^ai 

■t&. m&mw-x*-? 1 i-u 1 1 -2*01*1 wr 
ti& — w-?x 9 izw&fh m£*—#ti&rmn. ; £& 2 

2b. ^—i/n ytfMEjNXJLnottlz. 7X^X1/ 
«3t¥K 2 4 t . Zcr>fflffl^-vmfcttS:2 4 

* - k 25i. ; <nmm^. - y wwzwi. 2 5*> 
-?ii-i. i l-icoftmz-zxfkMcoxu-y'co-v 



Sfi^Sr-5-ir-fiiA^L. mfE&Bf^ilfc miE#{iffi 
fl-f-heofaSffiUfl^ft-Tivh;* (c. ftfE-X 

\s - -rey&t- # * - * co jSJK S^ffl £ SOU L T -c ix-f 

s^ffii: friev^ ? m&mwi-t y-^com^m-^tcom 

? O^SS £ ©JP-f S If-JKT y T 3 2 - 1 1 . lu lEJSSScfiO 
t-.f7yT3 2-2fc . WIEflSR^-^-^ 1 1- 

1. 1 l-2tc:-eix-? r ix*riG^-4^:s5-by'9-3-l. 3-2A> 

^^SrttJ^-r4iDE^llfeK#S29t. Zcotiu&J} 
2 9K ^^IClo'l %T . %tl?tl<ma 
E^-^ SrSKrt 4355^9 3 3 i: LT 

[0018] ff 5 X«2 6 (-|eiEc7)^Bj(c j; § . fln 

^-tmwimzfflffli-xhti'fmfflZfr^K zlx. z 
rmtLx&mmwmmz'tTOr ut#-?T. xhy 

♦•^-slft-^TfteLfcllilEtl, o^oai^h;U^r 
[0019] S**3H7fc:gEttO«Hj(i, |S^lI2A(i3 

SEtt<oa8s.-K>f yh^-^Tuxcomwm.iza^x, 
ts&mm^— FX'comsis&tfj y hw-rftiMz&if 

IE^afilHfiAa^7'f K {Sit 2: Elf L. »:^g ■•/ h 
dtf0E1SL-^X7-f HfiScOjfiff-Cti. MfEE 

^{ib (=A+a) zRmrt&fmmtLxi&i&L, z 
cotks. Ltz mm-rtiimmizm^ ^x mm-rttm-m^m 

[0020] tmm 7 izismcoftmzj; & t . s^ihiw 

^fc^-CfI*>fe#JPX*^9ix4B#tc. Z<7)K4y\-X' 

con-hfoz mo&sM&tfjzi* < tch^x-mn-ftimit; 
t%h. Ltctf^>x. zcon-hik^mcom.m.mmmi.1/ 
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X7l Hfta <o£9. fihfoZfoW.) ^leiSLTfe 

Lfctt*mifi* mmrimmmt lx isje-t & . -e l 
t . <r <r>w\m-fiximmt,zm^ *x mm-rtim^mta z 

[0021] 

mmcommcomm] arc, isetiLt, 
mzmw-tz. aTcoimxa. 

i>coX'i&c^. mi li. 2;iM >-h-f-^"7°u-xco— #y 

£07 U— 2* 1 0C0frffiTgP^{±<-y H 9 jtfRft&fl, *C 
•y K9C0±g|5^K/^^ 1 6 * 5 1£a£flT^.g>. 

mz^mt tf i>#Tlf j£ $ tih Wtfi $8% 

§sa ( m£gm&& 1 4(7)— fli««-c* mm-ft^t 
t&mwtw? ) i4#*»&Bs§:ft.Tvv&. zcomm. 

WiCO-r-y I-SP) iOTST, ^/L-X^ 1 6£2tftL 

tz&Wlzte. — z>coxv4 b 1 5* J ±TWiffi(c;i2S$ 
iiTV^. *Ktfj30ft§S«i4OIIMES (OTitf, 
)V*is&m.<7)#—)V*i;%t> ) co±i%fflt%h.?tlco®m; 

^EKtti i bi,zm&ztiz^&. *&p&&mx'iz®& 

■fcm&tt 1 2 cr>— Mb txm^ LfzX o IZK;U b ( VI 

sari 4<offlrgaEHES<o±sBa5&i/#-9— 1 1 
<7)Hutettj^[iite*fti i btca^fi-rix^co^uh 1 2iz 

h^)Vb7—V 1 2 aM'^/H^r-'J 1 2 b# 

Wiztix^h. 

[ 0 0 2 2 ] Srfc, [sjHTIi. mfciM yblziitiSth 

msk&cDMJim&mm. 1 4 . nnKistsp*? 1 2rx/v- 

T. ±Ucoj:ol,zX7 4 HI 5(4«S£<W-;i£E-* 
l l^|5iaB[HllE^J;oT±TIB«)$fLl> iottotii 

[Si (c«ssc& is » t ^ ft* ±m. ( ) Wot, mm 

COO 2 3] 1 1 <7)&j} 1 1 bi: 

K#tfl8T\ mtetti 1 b fclSKftJLtC, Mx«VnVU 
Xi/x^lx- ?mcD)&m-£>y- 1 1 a^-eft-miXSrS 

ixrfco. zcomm-^y-^i 1 afrt><7)mfg.m*7itiki& 
i-&y-7t(T>>7°t,zxJ}2tih. v-tt-fi 



1<±. AC^-;K^-?XJiDC+r-tf"t-??Hvffi 

[0024] i . y h <ry&X4 > b izftfc-f 

h^"?4 bm.m.^m-thfcibiz—^^ v hco^x 

9 1 6cr>i£&tX7j b' 1 5dOSfeJ8ffl4:fl>HK:. «i 
B^ttJ^gl 7^1EI5§ixTV'>|>. Zcr>&^=>4 H(as 

7a. ^nj^^-c-ji, x^^ki s^fMn 

7 c cOT^(cffi^$fL/v:«iaj^ 7 K 1 7 b i , ;oi 
tb^-y K 1 7 b tmSSB§t£«^TfI»^(CGv£LT 

XyJ b" 1 5<7)±T»tff r>xmtH^y b 1 7bA«i;_ 

r^-^nadfLtiiiL, ztuzx^x. m 

m^ y b 1 lb-frh<7)%M^zZ: 0 'J-TX^-yH 7 
a^rtSPcoffiS^ajSPi^^^W HI 5 co&aa^u;* 

i,zx^ti. z commute z tfjfiififts^ #-9- 
-^-^ 1 1 zwmz-zxmhL. x5-f h 1 scow- 

[0025] H2{±±te^-^ 3 >^-7"0-PJ&^L 
T 0 . aa^" ^-yj >t£5E^S 3 1 BLtA'$iJffllfl 2 
0 J; -7 X * - >- 3 y t - -7 MM-t h #-f- ^ d 4 '^ 

&M$ti. szfeztih. mm^—^sy^-rizts^ 

X. t-T. HI 5(i±l?S{uSU (H^T'*A) *» 

fc. Tis^aL (m^kxAo txmjzcDi&mT&mm 

XffiiZ&m (±Mk.TM) tz&mztitzmaJM&linE. 
LfrtfhTWth. ZLX. TPB{5aLT'FJT^B*ra (H 

d ± X- ) eas.t/*Dff ts £ L^a . TBBGca 

J^T'±#L. S4>t±BBfiiau (ia^T'*F) 4T'Ff^ 

co»m±wms.x'±^Lx^±L, rfig&m (mmoi, 

*t?> «*tffitLT— ^TgSr&T-r*. mTlsAim® 

[ 0 0 2 6 ] @3(i, *fMHfcffi*>4aSfciM y h-^-- 
^7'^x<7)$rjffll^a^)7"o.yi7ffifig|a2:^t-C^S. 

zy^bi 5 comm. mmmmim. mm. @2{c*j 

(t^^aE ) , JblRfiia. TRftttlE. JwiBBi&fflB. SD 
E^xaJnE^^H^^e-^ 3 >f—9co^. 

<ti>^-ftli)HVg&mZXJ}LX&JE.-T&. Zcot- 
>-3 yfk&^t3 1 (4. WiJf » IMiCD&^-isa y^r 

-^com.'&m^mnRx^ ^t. #-r-^«ost<iA^j^-Y 

•yf-. St>'A^)T ; -^a:flca;CO$iJ0Pf|2O(cieiSS-ti--?» 



# 
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T±iS-f-;?arA:*rf&J:3fc:LTk«J:V\ ,Iii£>c03- 
[00 27] ®\W%i2CH±MZ-iI-?4 7V3>t'a.-7 

ySrHi-O^. .TcOftWgf 2 0fi, F{iS^ 
ttl^g 1 1 1 (cMJ£J--f.S^ V V 

So'<t-y 3 y(:j'pStX7'f h'l 5#lEt!j£ft.g> J; 

?^fil£?llltL, ^-tfT^TS 2 (ctiiTrf l> . i 

[00 28] 2^VM^-,-K7 , U^.{CfeV>T{i, 2£ 
. CD^-.K^-^I 1-1, 1 l-2£*ft-? r ;hJSBiW"-£>-9-- 

2-1, 3 2-2t<mi t>tix & r> , t-^ry 

7'32-l. 32 -2{i»Jffll§| 20M <50 HU IfiilJSf l^rffiX 

-." teh/l^JNHfitcjSLT. ^--f-^-^ 1 l-l, 11 

Zti-eiifflffl LT v^S . aSMfflkT) i: # ti: , #-9-- #7* 
" >73 2-1, 3 2-2\mi&? h&m.*.^ 1 lal, 1 
la2*»<J>aLKf3-<5-£A2jU B5IEaa*&^flt^<ioaLK 
ft-f-i <0«3S«36*/JnS < <k 3 1 1 

-1, 1 l-2WHHK5SLKS:SJ»-f 4. ±tz. YWtimm 
t # ti , 4S--9"— ^7 3 2 -1 , 3 2 -2iiMmt h 
SS-fe >"9" 3-1, 3-2j&»6*-*188WI^*A2jL, 1512 

J: 3 1 l-l, 1 l -20i»lS[£ 

amsi 7-1, i 7-2{i{asff^-^, ss>cc» #««h= 
y-9-3-1, 3-2(i^ii-eixc7)t-^mciEfi-§-^aijffl)§52 

0 i> 7 < - KA •/ ? LT . 
[00 29] HiTf£#fl:cl-fe>-9-3-l, 3-2(i, 

LTV>&„ C<7)fl;5£-te>"9-3-l, 3-2fi, 09i(f=E-^ 

hesso** sav*i*isr«iaj't 4 i a k l*: to-caus 

£ilTV>&. 

[00 30] #Jffl£§2 0 tC(i^5|3 3##tS£ 

iXT^S. *r<03Un#§3 3(2, t-v- g ytfflDjEflnH 
gc7)B#tC, #-<f-^-^l 1-1, 1 1 -2<7)HI£t<DtDff 

li, liuKlgifc^— /-K^— ? 11-1, 1 l-2£0i^-fit*' 
1, 3 2-2fclirSE»^SfutJnE*fc:iaS1-6«8aH^ 



asras*LTw^*ijffli-ri.. -?-lt, aso-*-**- 

*1 1-1, 1 l-2li^l/-7t 

iii>. <r<oi#, 0ip§i2O(iHirie#^-*' ; &-^ i i 

-1, 1 l-20di*<8a«IS:«iS2*tiE'tS1ta[-fey-9-3- 
1, 3-2A^A7jL, ^^M^Mzm^^X^—^ 
- 9 enmn. oflnETj x-?£:SUk§§3 3 2. J: 3 

C LT ^ £ . i it(c i o T , <^R**9lll!Oj PS* t ig 

[0031 )14 tti$lJ1WS2 0 rt^iJfflia^Sr^ L7t 

x&m.mzmmt,zmw-th. ^-^3yf-^im^2 
7{iMie c e— ^ 3 vis^s 3 1 tci ois^^fiTt^- 

i «±, tfrie^-v- 3 >-T-^ieisgP2 7 ^ztm^tix 

^^aox^-^B^^-ytc^oT^^-^ hi 5 am 
mzti&i. otc #-9--^-^ 11-1, 1 l-2tc^je 

-#*§4^*#a2 2fc:iWj-r4. fifilJg^- 
ifi(i:$iJPt- H«St#S2 5 LT-9--^*S^«* 
#S2 3Ct>til7J$ixS. mflE^-^3 vifiz.'yJ Kfit 

[0032 ] -9--<K^%StJT^g 2 2ti, tg««mRV 
#S2 l*^WmrfefiS^ffiX(ih;u^fg-#ttC*rjE 

lt, t-t:7y/3 2-uzzix?i\&mm^ximm. 
cwm&tf'h $ < % h «k 3 1 jatKffi^e Sr s m l , c <o 

(i, h;P^^ffi^A7jL^t -9--^f^jim¥ 

tp.ta^ i 7-i*^^tag7 - v^-y^mmtmm^ 

- HflBft^R 2 5 (2 M^iJtcA* SixT v . 
[0033] mm^- Ffl]m#©2 5(i, t-y 3 y* 

*-^i i-i, 1 1 -2(ommmm^- f (^piw^- 

v^4ffi*tWP*-K) £flJD8U6flSgg£?rLT^6. 

Mie^.7-f Ffirs^ai^a 1 i-\^h^m.y * - 
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^momtmrn^m^mzx^ y^&26iz£^xm 

LT~m. ZZX\ X4 y -5-^1126 (O—^jCOXt) A{C 

{±luie$iJiiPfg^s:#g2 i *>£><7)GiB*^-#\ i^fifi 

JmAftBlzlimiiXyj FfiS&iB^&l 7-ia^co 

4 fffS2 603^^C{i-9"-^g^-iSg:^g2 31Z 
Wvi£tlX^Z>. XJ 7ffg2 6ii. 77 F"7 

xrtcj: <ow9Mz.&x4 y^-mmx'h-ox^. ttzm 

[0034] IWt- KWJ6*a 2 4 te . t-y 3 >f 

-^ieisa52 7(cieit$fL^Hufe ; E-^ 3 yf-^i:M 
xte-?xf xu-7*:—f t-t&fr&vmL* zwm 

. *anFB»Ig*5»*iS±»Xg<0 «fc a (CftilT'X 
9-f Fl 5 5IWUv^tHl fS^|S]»F&-Fi:&- 

7J L . -lixfcj; 0 But BftiJ Wtttim&£ 2lfrh<r>m.W. 

^^i)^-^m^mnmsL2 3t,z^fi^tih w-/^- 

^ttJ^S 1 7-l*»/5>tfO(2S7 4 — KA-y 7fI-5§-#-!f-;tf 
^H«¥g2 3 IZitijiZtlZ (x-i -y *#g2 6 #A 
*B«fc:^>f yf-TS) . tfz. anffSDX (JEfcWffll) 
XST'te. -7^.^X1— T^-Kfc&S J; SK^-F-fpJ 

sr«#a2 3fc:aj*sii4. 

[003 5] -9--#t&^S[fl[^a2 3ii. ffiiEISW*- 
U Z<^^(,Z&^X^—^— 9 1 l-2£$ij@p-f 

4> CD{5B 7 * - F / < -y ? fi-t * SB&^-fS t L T * ft -f 
ftATl L, -TOftgfg^HIi:;*^ F{iB*&£fi#ia 1 7 
-2*> coftg 7 - F A -y 7 ffi-f - 1 Ofli^I#vJ»;* < 

izmmfz^mzmM. l . z fiwc$&m&tti£-r 

zy-Ttfryy-s 2 -2<,z& jrt&. 

[ 0 0 3 6] iif. ±Mi13%mm=E- YRlf-?x?x 
^- 7*- F to <, vc aw s . tHR £ <W - tf* - * 
1 1-1. 1 1 -2l?&:^E&z/j£g<?)|pJ8j£ fc O&tf'o 

-t:7VXiO$ijepgg(ctju-c(i, ±&Lfc J: 3 (cS3:-g> 



2oO|SJ8Ji6Wt-F&^-X3 ^-/tS^Htfl) 
O^i-T^S. £-f. -?X?XU— 7*:— FTii, fgf& 
#fg^g#g 2 2, 2 3 #<7) F*)C0 v> -fix A 5 — 3 
(*»£JBffiT'fi. -9--^S^}aj([#a2 2 ) Iz&Mft 

(±iST'(i. wie»i»i&4wi*#g2 i*»<s>c?)fi[a*& 

-1 2r ^ t L , (Cftecoff- ^fS^fl[#S 2 3^ 

<,zaz<7)~?x?w<DiiLmm*T (±ist-{±. miex7'f h 

ftSftttj#fi&i i-ifrhcn&W.7 4-hvs;.y7fi^-) 

* ,; &-^l l-2^^U-7*i: LfV>S. ZWXfX 

u-r=t~ Fx-commmmii. mwmtifi 1 &ait^ 
x u- ymcomm^^wim^ ^ < iw^m?: 

o a nxxsx{iji3S±#xgco <t 3 t(sa[TSi» lt v. 

S t — a 1 # . h h ^{±, jDffiODXXSt'^ h 
[0037] ffi^RMi*- FT'ti. 

f&*«*¥82 2 . 2 3^iai— <oeas^- (*mmm 

I^B#tM?iJ H A7J L , C: co&W&^zm^ \XZtiZ:'tL 

%&.izttm-t&%.y-— ? i i i-2^£7){aa 

ffisdr?x9x\/— ft— FX-lZ-zxfMwMM*?) 

mwz&iftzxu- raafissm iz%&cr>x\ m^zm 
■atx L&^mmyj y^wz^fhti^. Ltztf 
~>x. zeoid^^^zim^mm^-viz^^xmm 

®±^XScoJ: 3 {c«aT'X7-f F 1 5 ZfflW Ltz 0 . 
*7tfT*>^C^ jDXXS^iO^-^ 3 ^cot # (C^|i|fig 
; E-F-C'fi : *5ix-5». 

[0038] iDJOEjDXX^T-cT) F^^^Jffll+t 

^*>. > Y-^-^yuxizn^xii. &ti®im 
v>s. -e^x-, ^Ft^jEB-rs^-^— ^ i 

1-1. 1 1 -^sOliUBJ-ril (oi 0. <aa®^) 

h/i-^mm&n ozbtfx-z%<%h. zcotztb. iz-n 
vm^z\t. K^fixfr — z>*r— if.^t—s (*m&mmx' 

(i. -f-^^-^l 1-1) c7)^X'F/I^^$W2r^^, z 
i\T-?X9b Ltzt ZW-tt—? 1 i-ico{&H7-f 
- Fvs'y ^ ff-^-Srffico^-^- ? 1 1 -2^co{5^^4? 
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fcUOvg,. zcr>£o IzLX. 7^^1«WP3i^ 

#*r;bf t 4 <T)X\ X =7 4 Y 1 5 CO^&JK & Jt^f 4<I<h 

[0039] ME7j*tp#& 2 9«, MaE^WIW* 
C #-9"-^-^l l-l, 1 l-2£-f-ft-5-'ft*ttE-f-S> 
mgS-fe ytf 3 - 1 . 3 -2*» £> A7J L fc«S5M6(ca£^<, * T , 

ffli l t \ ^ 4 mco&y-- tf*. - ? commons jj ( ?t 

S3 1T'«, ff*S0fflIT<OjDffi*coKS«. ri/Afift 

sKt - ? (c J: £ £iJ7J h )V 9 II 2: RJTrs i 3 L X \^ 4 
<T>X' , t&effli: HBfor U ^ <f M t <0Rg*«& < & 
4. ±ieo«t3^^S3 3fcJ:-o-C#1f-^ 
- * OSlIicOflDjETJ ( ) £ 5II2T' § 4 COT', ft3K# 

i o o 4 o ] I3i»w 4 ih.«taj#a2 sussat-K-f >- 

iffiM LX i> 0 , *-9--sKf8«jRff#R 2 2, 2 3 iztt 

■tzawm^mt, *tj6Lfc#.*5-f FfiMn*ai#Hi 
7-1, 1 7-235»fe<?Dfii[afi-^i:ofi[a«**fflnEHJ«-r 

£«RJffl-f*tSFSf«:9:*&<*->fci:&fc:. HJffl-Tii 
»#i:«BrLT#lf-^=E-^l 1-1, 1 l-2£ffjt3 

*tf#$ix4. 

[004 1] t^ot, affco^o^tfl^as jui 

HiriStfo «t 3 (cftB$n« mm^e - 1>* tc «t 4 mmmmi n o 
ummmm^nm-nxm^i^Lxmnwstth 

[0042] Ut#*oT, iSi&tfW yht-t:7Vxt 

71/ - ^ x/^A»m Lfc 1 1 (OX 7 ^ KfirS (oi 
0, fT*>&£{iiS) &l^cO£#fi0{2S(III4A&;Ry> 

Elf L7t:{ji®(IliaAl;^§4a SrJa* LTSSs^ r B = 
A + a j Ciot sfcafrfcftSffiUffi B £ m&fflmrtigf 



■gmzgrl v nsg-r ix^^ H-^-yfthXolzLX 

SrHKe-C-^ScOT, Sffl*ffiT£RS±-f 
£. 

[ 0 0 4 3 ] *4 Wi. ±SEfT^ft&XS*««SR<0ASi 

wtpxn&mmz&B&mi&mz 
?&im.iz^LW>h0>*:Wi&L. zcommzmmL 
x5^f k i 5tf$mi,x\v&<x tftmmizxu h i 

*^TIgi:^0, Sffil*<KT2r|5Sit-r I. CI t tfX'Z h . 
[0044] £LL, K^UfcipK. flSBtK'f vht- 

7>f h i stf*m%.*m$i,tc&L>WMZti&i.oi l z, 

l/xjax^tgii^S. -9-— df^&— 0 

^Jt, X5-( K^-i/ayfcrjEtT, 

ffotv^. l^ot, x 7 ^f wmm-t&z\t%< 
: £feLxmimmztiz><r>x\ xva vwmsuflitm 

&<mi2tl. m-^&Tl/XSnXA^fgi: & 4 . 

ic, JPJEJaXXgTcoJE^JffllB^^Ji, -7X^xi/-7 

^e— FtciO, vx^fiycoittco-9--^— ^co^-S-h 

*SSiJffllLTV^4<0T', JttE^lftSB$^R^s x«*«ft< 
=2:4. 

[0045] ±iBH3iJB«(=fc^T«, iUg-fe> 
its', x 7 -f H{2M^tB#gi: Lt^/Wxya-^ 

^ vux i? x. * v — £ ffi x. x , <r <7)M-W^mm fz o <r> 

#>4 J: ptcLTkcfc^. ^7t, vx^^l/-7t-K<o 

r u xtujLtfmftmzfc t x , m$ico*r-x^- 

7<F>ft^i*tifr — ?%-?x?b LXMiRL. ftt^^cox 

u-rt Lxmmx'% 4 i o izmmjL'sj&t lxi>£ 
\>\ -ttc^-h^ m^m^nii^m^^h^zm 

bT, fitt-i/3 'stFUfcthtiM >bW— 

b-t^XoizMtRL, miE&lffl^-VWm^ 
g2 5tct5UT, mfRZtitzmtf-?x?b%h±ol l z& 
fiBBf&^SrflJ 0 »i 4 3 t *>'T-^ 4«fc 3 t,Z LX i> i ^. 

ztuzxix. £#mzffimmw : £fcLx'nfrixz><7> 
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[Hi ] *%mizmb&m$ttf'! ybv—^-ruxcom 
-r. 

[03 ] *ftmz&h&m§&yi^ >h-*r~7t(Ti/xcDffl 
[05 ] w&irmzfcfr&mmm yv<r>yuxwm^> 
3-i, 3-2 wM-ty-*)- 

9 *< ••/ b' 

10 A 

11. 11-1. 11-2 if-^-? 



1 1 a. 1 lal. 1 la2 31jK"fe V*t 
1 2 EfcfSiSBW ( </l> h ) 

14 k^i^m^s mm^&) 

1 5 X7-f K 
1 6 tf/UX;? 
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Epitome 

(57) [Abstract] (******) 

[Technical problem] The location of each servo motor and the synchronousr-control precision of a 
rate are good, and the control unit of two or more point servo press which maintains the balancing 
of a slide and enables a response in various press-working-of-sheet-metal activities is offered. 
[Means for Solution] In two or more point press which drives a slide by two or more points for 
every predetermined spacing of the work-piece conveyance direction, It has two or more servo 
motors driven by two or more points, the rate sensor for every servo motor and a current sensor 
and a slide position detection means, and a motion setting-out means set up a slide motion, and 
based on each sensor signal, the location command value or the torque command value 
corresponding to each servo motor is calculated and outputted so that a slide may maintain and 
drive a balance along with this set-up slide motion. It considers as the simple synchronous mode, 
each servo motor is controlled by the same location command, and when it is [ low-speed ] under 
processing, synchronous position control of the time under high-speed migration of a slide or 
punching processing is carried out as a master slave mode. 
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2. **** shows the word which can not be translated. 
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CLAIMS 



[Claim(s)] 

[Claim 1] In two or more point press which drives the slide (15) supported by the frame free 
[ direct-acting ] by two or more points for every predetermined spacing of the conveyance 
direction of a work piece It is attached in said frame. Said slide (15) Said two or more servo 
motors driven on the point (11-1) (1 1-2), [ two or more ] Two or more rate sensors which detect 
the rate of each of this servo motor (11-1) (11-2), respectively (11a1) (11a2), Two or more slide 
position detection means to detect the location of said slide (15) of the point corresponding to 
said each servo motor (11-1) (11-2), respectively (17-1) (17-2), A motion setting-out means to 
set up one of desired value at least among the motion data of the rate of said slide (1 5), a rate 
change-over location, an upper limit / minimum location, an application-of-pressure location, 
welding pressure, or the application-of-pressure holding time (31), So that a slide (15) may drive 
along with the slide motion based on said motion data set up by this motion setting-out means 
(31) The controller which calculates and outputs the rate command value of each of said servo 
motor (11-1) (11-2) based on the position signal from said two or more slide position detection 
means (17-1) (17-2) (20), Input the rate command value of each servo motor (11-1) (1 1-2) from 
this controller (20), and it corresponds to each servo motor (11-1) (1 1-2). So that the variation of 
said rate command value and the speed signal of each of said rate sensor (1 1 a1 ) (11 a2) may 
become small The control unit of two or more point servo press characterized by having two or 
more servo amplifiers (32-1) (32-2) which control the rate of each servo motor (11-1) (1 1-2), 
respectively. 

[Claim 2] In two or more point press which drives the slide (15) supported by the frame free 
[ direct-acting ] by two or more points for every predetermined spacing of the conveyance 
direction of a work piece It is attached in said frame. Said slide (15) Said two or more servo 
motors driven on the point (11-1) (1 1-2), [ two or more ] Two or more rate sensors which detect 
the rate of each of this servo motor (11-1) (11-2), respectively (11a1) (11a2), Two or more slide 
position detection means to detect the location of said slide (15) of the point corresponding to 
said each servo motor (11-1) (11-2), respectively (17-1) (17-2), A motion setting-out means to 
set up one of desired value at least among the motion data of the rate of said slide (15), a rate 
change-over location, an upper limit / minimum location, an application-of-pressure location, 
welding pressure, or the application-of-pressure holding time (31), So that a slide (15) may drive 
along with the slide motion based on said motion data set up by this motion setting-out means 
(31) A control-command operation means to calculate and output the slide position command 
value of the point corresponding to said two or more servo motors (11-1) (1 1-2) (21), It is based 
on this slide position command value and said motion data set up by said motion setting-out 
means (31). While a slide (15) is under [ high-speed migration ] or punching processing it, the 
simple synchronous mode, Moreover, a control mode judging means to judge with the 
synchronousr-control mode of a master slave mode at the time under low-speed processing, and 
to output a mode change-over signal according to this judgment result (24), The location command 
from said control-command operation means (21) and the position signal from said slide position 
detection means (17-1) are inputted into juxtaposition. The mode change-over signal from said 
control mode judging means (24) is received. At the time of the simple synchronous mode the 
location command from said control-command operation means (21) Moreover, the control mode 
means for switching to which the position signal from said slide position detection means (17-1) is 
outputted, respectively at the time of a master slave mode (25), The location command of the 
servo motor (11-1) which should serve as a master at the time of a master slave mode among said 
two or more servo motors (1 1-i) (1 1-2) is inputted from said control-command operation means 
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(21). A servo command operation means to calculate and output the rate command value of said 
servo motor (11-1) so that the position error of this location command value and the position 
signal from said slide position detection means (17-1) may become small (22), Said location 
command where said control mode means for switching (25) outputs, or said position signal is 
inputted as a location command. Moreover, the position signal from each slide position detection 
means (17-2) corresponding to each servo motor (1 1~2) other than the servo motor (11-1) of said 
two or more servo motors (11-1) (1 1-2) is inputted, respectively. So that the position error of said 
location command value and each of this position signal may become small Two or more servo 
command operation means to calculate the rate command value of each of said servo motor (11- 
2), and to output, respectively (23), Input the rate command value of each servo motor (11-1) (11- 
2) from said two or more servo command operation means (22) and (23), and it corresponds to 
each servo motor (11-1) (11-2). So that each velocity error of said each rate command value and 
the speed signal of each of said rate sensor (1 1a1) (1 1a2) may become small The control unit of 
two or more point servo press characterized by having two or more servo amplifiers (32-1) (32~2) 
which control the rate of each of said servo motor (11-1) (1 1~2), respectively. 
[Claim 3] In the control unit of two or more point servo press according to claim 2 said control 
mode means for switching (25) The location command from said control-command operation 
means (21) and the position signal from said slide position detection means (17-1) are inputted 
into juxtaposition. At the time of the simple synchronous mode, the location command from said 
control-command operation means (21) Moreover, it is the control unit of two or more point servo 
press characterized by having the switching means (26) which chooses the position signal from 
said slide position detection means (17-1), and can be outputted, respectively at the time of a 
master slave mode. 

[Claim 4] In the control unit of two or more point servo press according to claim 2 or 3 said 
control mode means for switching (25) So that any one of said two or more servo motors (11-1) 
(1 1-2) may be chosen as a master and other servo motors may be made into a slave at the time 
of a master slave mode The control unit of two or more point servo press characterized by the 
ability to switch the location command to said each servo command operation means (22) and (23). 

[Claim 5] The control unit of two or more point servo press according to claim 1 characterized by 
providing the following Two or more current sensors which detect the current of each of said 
servo motor (11-1) (11-2), respectively (3-1) (3-2) When a motion is an application-of-pressure 
processing process, while outputting the current command value equivalent to said set-up welding 
pressure to said servo amplifier (32-1) (32-2) corresponding to any one master among said two or 
more servo motors (11-1) (11-2) The position feedback signal of said master side is outputted to 
other servo amplifiers (32-1) (32-2) as a location command. Said controller which outputs the 
display command of each welding-pressure data based on the current value inputted from the 
current sensor (3-1) (3-2) corresponding to said two or more servo motors (11-1) (11-2), 
respectively (20) So that the current deflection of this current command value and the 
corresponding current signal of said current sensor (3-1) (3-2) may become small, when said 
current command value is inputted Or so that the position error of this location command value 
and the position signal from said slide position detection means (17-1) (17-2) to correspond may 
become small, when said location command is inputted Two or more servo amplifiers which control 
the current or rate of each of said servo motor (11-1) (1 1-2), respectively (32-1) (32-2) The drop 
which displays each welding-pressure data based on the display command from said controller (20) 
(33) 

[Claim 6] The control unit of two or more point servo press according to claim 2 or 3 
characterized by providing the following Two or more current sensors which detect the current of 
each of said servo motor (11-1) (11 -2), respectively (3-1) (3-2) Said control-command operation 
means to output the torque command value equivalent to said set-up welding pressure when a 
motion is an application-of-pressure processing process (21) Said servo command operation 
means corresponding to any one master among said two or more servo motors (11-1) (1 1-2) 
which input said torque command value from said control-command operation means (21) as a 
master, and calculate and output a current command value so that it may become a motor output 



file://C:¥Documents and Settings¥Owner¥My Documents¥JPOEn¥JP-A-H10-2777... 2004/09/30 



JP-A-H1 0-277791 




5/19 s< — v 



torque equivalent to this torque command value (22) Said control mode judging means to output 
the mode change-over signal of a master slave mode when a motion is an application-of-pressure 
processing process (24), The mode change-over signal of the master slave mode from this control 
mode judging means (24) is received. Said control mode means for switching which outputs the 
position signal from said slide position detection means corresponding to the servo motor of said 
master side as a location command (25), Said location command from this control mode means for 
switching (25) is inputted. Again The position signal from each slide position detection means 
corresponding to the servo motor of slaves other than said master is inputted, respectively among 
said two or more servo motors (11-1) (1 1-2). So that the position error of said location command 
value and said each position signal may become small, respectively Two or more servo command 
operation means to calculate the rate command value of each servo motor of said slave, and to 
output, respectively (23), So that the current command value from said servo command operation 
means (22) may be inputted and the current deflection of this current command value and the 
current signal of the current sensor of said master side may become small The servo amplifier 
which controls the current of the servo motor of said master side (32-1), Input said each rate 
command value from said two or more servo command operation means (23), and it corresponds 
to each servo motor of a slave side. So that each velocity error of said each rate command value 
and speed signal of each of said rate sensor of a slave side may become small Two or more servo 
amplifiers which control the rate of each servo motor of said slave side, respectively (32-2), A 
welding-pressure display means to output the display command of each welding-pressure data 
based on the current value inputted from the current sensor (3-1) (3-2) corresponding to said two 
or more servo motors (11-1) (1 1-2), respectively (29), The drop which displays each welding- 
pressure data based on the display command from this welding-pressure display means (29) (33) 
[Claim 7] In the control unit of two or more point servo press according to claim 2 or 3 At the 
time of said punching in either of the points in the simple synchronous mode, two or more Said 
location variation of the flash of punching in this point (A) A slide position is' memorized. And from 
degree shot Location variation which added the predetermined amount alpha of allowances to said 
memorized location variation A near this memorized slide position (B) (= A+alpha) It sets up as a 
synchronous gap allowed value. The control unit of two or more point servo press characterized by 
attaching a synchronous gap detection means (28) to perform synchronous gap malfunction 
detection based on this set-up synchronous gap allowed value. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the control unit of two or more point servo press 
for maintaining and driving balancing with the servo motor of plurality two or more points of a slide, 
and an approach in the direct-acting mold press by actuation with an electric servo motor, and the 
so-called servo press. 
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[0002] 

[Description of the Prior Art] A press machine has the direct-acting mold press which carries out 
direct-acting of the slide with the mechanical-cable-type press which carries out vertical 
actuation of the slide by revolution of a crankshaft, an oil hydraulic cylinder, an electric servo 
motor, etc. Also in this, corresponding to various processing conditions of the work piece for 
processing, slide motions, such as the actuation conditions of a slide, i.e., the stroke range of a 
slide, a rate, and an actuated position, can be set as arbitration, and a direct-acting mold press 
can be controlled easily, and, therefore, is widely used in many fields. Since especially the servo 
press by the electric servo motor can carry out high-speed actuation of the slide rather than the 
hydraulic press by an oil hydraulic cylinder etc., it is applicable also to the field as which high 
productivity is required. 

[0003] although the various actuation control units and approaches of a servo press are proposed 
from before from this — JP.6-31499.A — improvement in the speed of the whole press machine, 
and cost reduction — it can plan — and handling — it is easy and the actuation control unit of 
the large servo press of applicability is indicated. The servo press indicated from such the former 
is a thing of a single-engined specification which is a press and performs shaping and punching 
processing with one metal mold by one set of a servo motor 1 so-called point which a slide drives. 



[0004] 

[Problem(s) to be Solved by the Invention] On the other hand, it may be necessary to process it 
into press operation by the passing <a thing> on specification not only by the thing of the above 
single-engined specifications but two or more metal mold. From this reason, development of the 
servo press of two or more points which can respond to this passing <a thing> on specification is 
demanded. Although the press machine of two or more points is widely performed from the former 
by the mechanical-cable-type press, it is shown by drawing 5 , for example. It sets to this drawing, 
two or more driving means 14 (in a mechanical-cable-type press, it is the rod connected with the 
crankshaft) at predetermined spacing are arranged in the upper part of the press machine of a 
passing <a thing> on specification in the passing <a thing> on direction 19, and the soffit section of 
two or more of these driving means 14 is equipped with the slide 15. Two or more driving means 
14 are driving the slide 15 in the vertical direction, taking a synchronization mutually with a 
crankshaft. Moreover, the bolster 16 is formed in the lower part of a press machine, and two or 
more metal mold 18a~18c is attached in the location of the top face of this bolster 16, and the 
underside of said slide 15 which counters mutually. And the transport device which is not 
illustrated is arranged among these metal mold 18a - 18c, and continuation processing of a 
predetermined work piece is performed by conveying a work piece among metal mold 18a - 18c by 
said transport device synchronizing with vertical actuation of slide 15. 

[0005] When it constitutes the servo press of two or more points for such a passing <a thing> on 
specification, said two or more driving means 14 will be constituted from two or more power 
inverters which consist of combination of a ball screw, a nut, etc., and each servo motor will be 
connected with each power inverter. And it becomes processible by the above-mentioned passing 
<a thing> on specification by synchronizing the location and rate of each servo motor mutually, 
and controlling them. However, in such a servo press of two or more points, in order to control a 
slide position, a rate, welding pressure, etc. to a precision based on the predetermined slide motion 
set up beforehand, the following problems occur. 

[0006] That is, the synchronousr control of the location and rate between two or more servo 
motors must be carried out, always maintaining the balancing of slide 15. However, the control 
system at the time of a synchronousr control becomes oscillation-like according to the work- 
piece classification and the ingredient to process, processing work contents (for example, piercing 
draw forming etc.), slide speed conditions, etc. Moreover, like the conventional mechanical-cable- 
type press, when processing it with predetermined welding pressure, if the torque control of each 
servo motor is performed simultaneously, it will become very difficult to control two or more servo 
motors, maintaining the balancing of the slide by two or more points. Furthermore, in two or more 
metal mold, that from which the various contents of processing differ is intermingled, and this 
becomes easy to generate the synchronous gap between the servo motors corresponding to each 
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point. For example, when either of the two or morecarat molds is a die, a synchronous gap of a 
location occurs at the flash of punching, by this synchronous gap abnormal stop, press operation 
will be interrupted and operating ratio lowering will be caused. 

[0007] This invention is made paying attention to the above-mentioned trouble, and in the servo 
press of two or more points, the location of each servo motor and its synchronousr-control 
precision of a rate are good, and it aims at offering the control unit and approach of a servo press 
two or more points whose response in various press-working-of-sheet-metal activities maintain 
the balancing of a slide and is enabled. 
[0008] 

[Means for Solving the Problem and its Function and Effect] In order to attain the above- 
mentioned object, invention according to claim 1 In two or more point press which drives the slide 
15 supported by the frame free [ direct-acting ] by two or more points for every predetermined 
spacing of the conveyance direction of a work piece It is attached in said frame. Said slide 15 Said 
two or more servo motors 1 1-1 driven on the point, and 1 1-2, [ two or more ] Each of this servo 
motor 11-1, two or more rate sensors 1 1a1 which detect the rate of 1 1-2, respectively, and 1 1a2, 
Said each servo motor 11-1, two or more slide position detection means 17-1 to detect the 
location of said slide 15 of the point corresponding to 11-2, respectively, and 17-2, A motion 
setting-out means 31 to set up one of desired value at least among the motion data of the rate of 
said slide 15, a rate change-over location, an upper limit / minimum location, an application-of- 
pressure location, welding pressure, or the application-of^pressure holding time, So that slide 15 
may drive along with the slide motion based on said motion data set up by this motion setting-out 
means 31 The controller 20 which calculates and outputs said each servo motor 11-1 and the rate 
command value of 11-2 based on said two or more slide position detection means 17-1 and the 
position signal from 17-2, Input each servo motor 1 1-1 from this controller 20, and the rate 
command value of 1 1-2, and it corresponds to each servo motor 1 1-1 and 1 1-2. It is considering 
as each servo motor 11-1, two or more servo amplifiers 32-1 which control the rate of 1 1-2, 
respectively, and the configuration equipped with 32-2 so that the variation of said rate command 
value, and a said each rate sensor 1 1a1 and the speed signal of 1 1a2 may become small. 
[0009] Since the synchronousr control of the location and rate of each of this servo motor is 
carried out along with the motion curve based on the motion data which arranged two or more 
servo motors which carry out straight-line actuation of two or more points for every 
predetermined spacing of a slide, respectively, and were set up beforehand according to invention 
according to claim 1, the unbalance of a slide can be maintained and driven. Therefore, it becomes 
possible to attach two or morecarat mold in a slide, and to carry out passing <a thing> on 
processing, and, as a result, two or more precision is improved by passing <a thing> on processing 
of the high speed by the point servo press. 

[0010] Moreover, invention according to claim 2 sets the slide 15 supported by the frame free 
[ direct-acting ] to two or more point press driven by two or more points for every predetermined 
spacing of the conveyance direction of a work piece. It is attached in said frame. Said slide 15 Said 
two or more servo motors 1 1-1 driven on the point, and 1 1-2, [ two or more ] Each of this servo 
motor 11-1, two or more rate sensors 1 1a1 which detect the rate of 1 1-2, respectively, and 1 1a2, 
Said each servo motor 11-1, two or more slide position detection means 17-1 to detect the 
location of said slide 15 of the point corresponding to 11-2, respectively, and 17-2, A motion 
setting-out means 31 to set up one of desired value at least among the motion data of the rate of 
said slide 15, a rate change-over location, an upper limit / minimum location, an application-of- 
pressure location, welding pressure, or the application-of-pressure holding time, So that slide 15 
may drive along with the slide motion based on said motion data set up by this motion setting-out 
means 31 A control-command operation means 21 to calculate and output said two or more servo 
motors 11-1 and the slide position command value of the point corresponding to 11-2, It is based 
on this slide position command value and said motion data set up by said motion setting-out 
means 31. While slide 15 is under [ high-speed migration ] or punching processing it, the simple 
synchronous mode, Moreover, a control mode judging means 24 to judge with the synchronousr- 
control mode of a master slave mode at the time under low-speed processing, and to output a 
mode change-over signal according to this judgment result, The location command from said 
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control-command operation means 21 and the position signal from said slide position detection 
means 17-1 are inputted into juxtaposition. The mode change-over signal from said control mode 
judging means 24 is received. At the time of the simple synchronous mode the location command 
from said control-command operation means 21 Moreover, the control mode means for switching 
25 to which the position signal from said slide position detection means 17-1 is outputted, 
respectively at the time of a master slave mode, The location command of the servo motor 1 1-1 
which should serve as a master at the time of a master slave mode said two or more servo motors 
11-1 and among 11-2 is inputted from said control-command operation means 21. A servo 
command operation means 22 to calculate and output the rate command value of said servo motor 
11-1 so that the position error of this location command value and the position signal from said 
slide position detection means 17-1 may become small, Said location command where said control 
mode means for switching 25 outputs, or said position signal is inputted as a location command. 
Moreover, the position signal from each slide position detection means 1 7-2 corresponding to said 
two or more servo motors 11-1 and each servo motor 11-2 other than servo motor 11-1 of 1 1-2 
is inputted, respectively. So that the position error of said location command value and each of 
this position signal may become small Two or more servo command operation means 23 to 
calculate the rate command value of each of said servo motor 1 1-2, and to output, respectively, 
Input each servo motor 1 1-1 from said two or more servo command operation means 22 and 23, 
and the rate command value of 1 1-2, and it corresponds to each servo motor 1 1-1 and 1 1-2. It is 
considering as said each servo motor 11-1, two or more servo amplifiers 32-1 which control the 
rate of 1 1-2, respectively, and the configuration equipped with 32-2 so that each velocity error of 
said each rate command value, and a said each rate sensor 11a1 and the speed signal of 11a2 may 
become small. 

[001 1] According to invention according to claim 2, two or more servo motors which carry out 
straight-line actuation of two or more points for every predetermined spacing of a slide, 
respectively are arranged, and the synchronousr control of the location and rate of each of this 
servo motor is carried out along with the motion curve based on the motion data set up 
beforehand. Since the synchronousr control of two or more of said each location and rates of a 
servo motor is carried out by the master slave mode at this time when it is the simple 
synchronous mode while a slide is under [ high-speed migration ] or punching processing it based 
on the above-mentioned motion data, and it is [ low-speed ] under processing, the stability of the 
slide at the time of a high speed and a low speed is good, and the unbalance of a slide is 
maintained with a sufficient precision. Therefore, it becomes possible to attach two or morecarat 
mold in a slide, and to carry out passing <a thing> on processing, and, as a result, two or more 
precision is improved by passing <a thing> on processing of the high speed by the point servo 
press. 

[0012] Invention according to claim 3 is set to the control unit of a servo press two or more points 
according to claim 2. Moreover, said control mode means for switching 25 The location command 
from said control-command operation means 21 and the position signal from said slide position 
detection means 17-1 are inputted into juxtaposition. It is characterized by having the switching 
means 26 which the location command from said control-command operation means 21 can be 
chosen at the time of the simple synchronous mode, and the position signal from said slide 
position detection means 17-1 is chosen at the time of a master slave mode, and can be 
outputted, respectively. 

[0013] According to invention according to claim 3, processing work contents (namely, work-piece 
classification, processing conditions, etc.) were made to suit, and switching means (selecting 
switch etc.) are established so that an operator can choose the simple synchronous mode or a 
master slave mode. By this, the workability in a servo press can be improved two or more points. 
[0014] Invention according to claim 4 is set to the control unit of a servo press two or more points 
according to claim 2 or 3. Said control mode means for switching 25 So that said two or more 
servo motors 1 1-1 and any 1 of 1 1-2 may be chosen as a master and other servo motors may be 
made into a slave at the time of a master slave mode It is characterized by the ability to switch 
the location command to said each servo command operation means 22 and 23. 
[0015] Since the servo motor which is fitted to each processing process classification of two or 
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more metal mold, and should be made a master among two or more servo motors at the time of a 
master slave mode can be chosen according to invention according to claim 4, the synchronousr 
control of each servo motor is performed very stably. Consequently, even if the content of 
processing of two or more metal mold by passing <a thing> on processing changes, the stable 
synchronousr control suitable for this can be performed. Therefore, since the balancing of a slide 
is maintained with a sufficient precision, precision is improved by passing <a thing> on processing 
of the high speed by the servo press two or more points. 

[0016] Moreover, invention according to claim 5 is set to the control unit of a servo press two or 
more points according to claim 1. Said each servo motor 11-1, two or more current sensors 3-1 
which detect the current of 1 1-2, respectively, and 3-2, When a motion is an application-of- 
pressure processing process, while outputting the current command value equivalent to said set- 
up welding pressure to said servo amplifier 32-1 corresponding to any one master, and 32-2, said 
two or more servo motors 1 1-1 and among 1 1-2 The position feedback signal of said master side 
is outputted to other servo amplifiers 32-1 and 32-2 as a location command. Said controller 20 
which outputs the display command of each welding-pressure data based on the current sensor 3- 
1 corresponding to said two or more servo motors 11-1 and 11-2, and the current value inputted 
from 3-2, respectively, So that the current deflection of this current command value, and a said 
corresponding current sensor 3-1 and the current signal of 3~2 may become small, when said 
current command value is inputted Or so that the position error of this location command value, 
and a said corresponding slide position detection means 17-1 and the corresponding position 
signal from 17-2 may become small, when said location command is inputted It is considering as 
the configuration equipped with two or more servo amplifiers 32-1 which control said each servo 
motor 11-1, the current of 1 1~2, or a rate, respectively, 32-2, and the drop 33 which displays each 
welding-pressure data based on the display command from said controller 20. 

[0017] Furthermore, invention according to claim 6 is set to the control unit of a servo press two 
or more points according to claim 2 or 3. Said each servo motor 11-1, two or more current 
sensors 3-1 which detect the current of 1 1-2, respectively, and 3-2, Said control-command 
operation means 21 to output the torque command value equivalent to said set-up welding 
pressure when a motion is an application-of-pressure processing process, Said torque command 
value is inputted from said control-command operation means 21 as a master. Said two or more 
servo motors 1 1-1 which calculate and output a current command value so that it may become a 
motor output torque equivalent to this torque command value, and said servo command operation 
means 22 corresponding to any one master among 1 1-2, Said control mode judging means 24 to 
output the mode change-over signal of a master slave mode when a motion is an application-of- 
pressure processing process, The mode change-over signal of the master slave mode from this 
control mode judging means 24 is received. Said control mode means for switching 25 which 
outputs the position signal from said slide position detection means corresponding to the servo 
motor of said master side as a location command, Input said location command from this control 
mode means for switching 25, and the position signal from each slide position detection means 
corresponding to the servo motor of slaves other than said master is inputted, respectively said 
two or more servo motors 1 1-1 and among 1 1-2. So that the position error of said location 
command value and said each position signal may become small, respectively Two or more servo 
command operation means 23 to calculate the rate command value of each servo motor of said 
slave, and to output, respectively, So that the current command value from said servo command 
operation means 22 may be inputted and the current deflection of this current command value and 
the current signal of the current sensor of said master side may become small The servo amplifier 
32-1 which controls the current of the servo motor of said master side, So that said each rate 
command value from said two or more servo command operation means 23 may be inputted and 
each velocity error of said each rate command value and speed signal of each of said rate sensor 
of a slave side may become small corresponding to each servo motor of a slave side Two or more 
servo amplifiers 32-2 which control the rate of each servo motor of said slave side, respectively, A 
welding-pressure display means 29 to output the display command of each welding-pressure data 
based on the current sensor 3-1 corresponding to said two or more servo motors 1 1-1 and 1 1-2, 
and the current value inputted from 3-2, respectively, Based on the display command from this 
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welding-pressure display means 29, it is considering as the configuration equipped with the drop 
33 which displays each welding-pressure data. 

[0018] According to invention according to claim 5 or 6, only in any one of two or more servo 
motors, a motor current value is controlled according to the set~up welding pressure, a torque 
control is performed, and this motor is made into a master side at the time of the pressure control 
in an application-of-pressure processing process, and it performs a location synchronousr control 
as a slave side with other servo motors. Therefore, since a synchronousr control can be done 
stably, maintaining the balancing of a slide and performing pressure control, precision is improved 
by passing <a thing> on processing of the high speed by the servo motor. Since the welding 
pressure generated with each servo motor of other slave sides, i.e., an output torque, is detected, 
respectively at this time and it displays on a drop, an operator can check actual welding pressure 
and can prevent a setting-out mistake, an activity mistake, etc. Therefore, workability improves. 
[0019] Invention according to claim 7 is set to the control unit of a servo press two or more points 
according to claim 2 or 3. At the time of said punching in either of the points in the simple 
synchronous mode, two or more said location variations A and slide positions of a flash of 
punching in this point are memorized. From degree shot Near this memorized slide position, the 
location variation B (= A+alpha) which added the predetermined amount alpha of allowances to 
said memorized location variation A is set up as a synchronous gap allowed value. It is considering 
as the configuration which attached a synchronous gap detection means 28 to perform 
synchronous gap malfunction detection based on this set-up synchronous gap allowed value. 
[0020] When according to invention according to claim 7 it pierces in one metal mold of two or 
more points during the synchronousr control in the simple synchronous mode and processing is 
performed, since the position error at the time of punching in this point becomes large, it becomes 
the abnormalities in a synchronous gap. Therefore, the location variation and slide position (that is, 
punching location) at the time of this punching are memorized, and this memorized location 
variation that pierced and added the predetermined amount of allowances to said memorized 
location variation near the location is set up as a synchronous gap allowed value from degree shot. 
And since synchronous gap malfunction detection is performed based on this synchronous gap 
allowed value, generating of the abnormalities in a synchronous gap at the time of punching is 
avoided. Consequently, carrying out an operation halt by the abnormalities in a synchronous gap 
for every breakthrough generating at the time of punching is lost, and operating ratio lowering can 
be prevented. 
[0021] 

[Embodiment of the Invention] Below, with reference to a drawing, the operation gestalt of the 
control unit of a servo press is explained two or more points concerning this invention. In addition, 
in the following explanation, although the servo press is made into the example 2 point, this 
invention is not limited to this. Drawing 1 shows the important section side elevation which 
expresses an example of a servo press 2 point. A bed 9 is formed in the front lower part of the 
frame 10 of the body of the servo press 1, and the bolster 16 is installed in the upper part of a bed 
9. Moreover, two or more power inverters (it is the example of 1 configuration of said driving 
means 14, and is henceforth called a power inverter) 14 which change a revolution into direct- 
acting of the vertical direction and which consist of ball screws etc., for example are arranged in 
the passing <a thing> on direction (direction which goes to space direct by graphic display) of a 
work piece by the upper part of a frame 10 at intervals of predetermined. It is the soffit of the 
direct-acting section (for example, nut section of ball screw equipment) of two or more sets of 
these power inverters 14, and one slide 15 is arranged in the bolster 16 and the location which 
countered free [ vertical movement ]. The upper bed section of the revolution section (for 
example, ball screw section of ball screw equipment) of each power inverter 14 is connected with 
each output revolving-shaft 1 1 b of two or more sets of servo motors 1 1 through each revolution 
transfer member 12. With this operation gestalt, as illustrated as an example of the revolution 
transfer member 12, the belt (it is henceforth called a belt 12) is used, and belt-pulley 12a and 
belt-pulley 12b which engage with this belt 12, respectively are attached in the upper bed section 
of said revolution section of each power inverter 14, and said output revolving-shaft 1 1of each 
servo motor 1 1 b. 
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[0022] In addition, in this drawing, only one each in two or more sets of the power inverters 14 
corresponding to two or more points, the revolution transfer member 12, and servo motor 1 1 grade 
is expressed. And continuation press working of sheet metal is performed as mentioned above by 
the metal mold (not shown) which vertical actuation of the slide 15 was carried out by the 
synchronous revolution of two or more sets of servo motors 1 1 , and was formed two or more sets 
in the passing <a thing> on direction between the top face of said bolster 16, and the underside of 
said slide 1 5 with vertical actuation of this slide 1 5. 

[0023] It is output revolving-shaft 1 1b of each servo motor 1 1, and an opposite hand, and rate 
sensor 11a, such as a pulse generator, is attached on revolving-shaft 11b and the same axle, 
respectively, and the speed signal from this rate sensor 1 1a is inputted into the servo amplifier 
mentioned later. In addition, a servo motor 1 1 may consist of any of an AC servo motor or a DC 
servo motor. 

[0024] Moreover, in order to detect the slide position corresponding to each two or more points 
point, the slide position detection means 17 which consists of linear sensors, such as a linear 
scale, is arranged between the back end section of the bolster 16 of - each point, and the back 
end section of slide 15. Each of this slide position detection means 17 consists of linear scale 17a 
which maintains detection head 17b by which the upper bed was supported by the back of slide 15, 
and the direction of an axial center was attached in the soffit section of long and slender rod 17c 
parallel to the migration direction (here the vertical direction) of slide 15, this detection head 17b, 
and predetermined distance, and is being engaged possible [ sliding ] with this operation gestalt. 
And detection head 17b moves up and down to linear scale 17a with vertical movement of slide 15, 
and the location of slide 15 is detected by this as height from the top face of a bolster 16 from the 
location detecting element inside linear scale 17a with the lightwave signal from detection head 
17b. The position signal of the slide 15 corresponding to each point which each slide position 
detection means 17 detected is inputted into the controller mentioned later, and this controller 
synchronizes each servo motor 1 1 based on this position signal, is driven, and it controls a 
location and a rate to meet a predetermined motion curve, maintaining the balancing of slide 15. 
[0025] Drawing .2 shows an example of the above-mentioned motion curve, and by the motion 
setting-out means 31 and controller 20 which are mentioned later, each data which specifies a 
motion curve is set up beforehand, and it is memorized. In the motion curve of this drawing, slide 
15 descends first, pressurizing the workpiece which descended with the high-speed predetermined 
lowering speed from the upper limit location U (it is Point A by graphic display) to the processing 
starting position B, next was installed in said metal mold (a punch and female mold) with the 
predetermined low-speed lowering speed to the minimum location L (it is Point C by graphic 
display). And after holding a predetermined time (it is Point D by graphic display) location, and 
welding pressure in the minimum location L, it goes up with a predetermined low-speed climbing 
speed from the minimum location L to a position (it is Point E by graphic display), and goes up and 
stops with a high-speed predetermined climbing speed further to the upper limit location U (it is 
Point F by graphic display), only predetermined time (time amount 0 is also included) is stopped, 
and it ends like a party. At the time of real press operation, this stroke is performed repeatedly. 
[0026] Drawing 3 shows the block block diagram of the control device of a servo press two or 
more points concerning this invention. The motion setting-out means 31 inputs and sets up one of 
desired value at least among motion data, such as the rate of the slide 15 showing said motion 
curve, a rate change-over location (for example, the location E in drawing 2 ), an upper limit 
location, a minimum location, a processing starting position, welding pressure, or the application- 
of-pressure holding time. This motion setting-out means 31 can constitute the setting-out 
classification selecting switch of each above-mentioned motion data, the numerical input switch of 
each data, and input data from a data taking-in switch for making the below-mentioned controller 
20 memorize etc. Or you may make it the motion setting-out means 31 input the above-mentioned 
data by the communication link from external-control equipments, such as for example, a high 
order management computer, etc. Each of these data are incorporated and memorized by the 
controller 20. 

[0027] The controller 20 consists of computer apparatus which made the microcomputer etc. the 
subject, and equips the interior with the memory which memorizes said set-up motion data. This 
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controller 20 calculates the rate command value or torque command value over each servo motor 
1 1, and outputs it to each servo amplifier 32 so that the slide position signal of the point 
corresponding to each servo motor 1 1 may be inputted and slide 15 may drive along with the 
motion based on said motion data from each slide position detection means 17. Moreover, he 
switches the actuation approach of two or more sets of servo motors 1 1, and is trying to output 
said rate command value or a torque command value to each servo amplifier 32 by the slide 
control mode (for example, modes, such as high-speed migration control, low-speed processing 
control, or welding-pressure control) on said motion. 

[0028] The servo amplifier 32-1 which drives two sets of servo motors 1 1-1 and 1 1-2 in a two- 
point servo press, respectively, and 32-2 are prepared, and a servo amplifier 32-1 and 32-2 are 
controlling each servo motor 11-1, the rotational speed of 1 1-2, or an actuation current (it is 
equivalent to an output torque) according to said rate command value or torque command value 
from a controller 20, respectively. At the time of speed control, a speed signal is inputted from 
each servo amplifier 32-1, each rate sensor 11a1 by which 32-2 corresponds, and 11a2, and it 
controls each servo motor 1 1-1 and the rotational speed of 1 1-2 so that the variation of said rate 
command value and this speed signal becomes small. Moreover, at the time of a torque control, 
each servo amplifier 32-1 and 32-2 input a motor current signal from each corresponding current 
sensor 3~1 and 3-2, and each servo motor 1 1-1 and the actuation current of 1 1-2 are controlled 
so that the variation of said torque command value and this motor current signal becomes small. 
Moreover, further, the slide position detection means 17-1 corresponding to each point and 17-2 
feed back each motor current signal to each current sensor 3-1, and 3-2 has fed back the 
position signal also to the controller 20. 

[0029] Said each current sensor 3-1 and 3-2 are outputting the motor current signal according to 
the magnitude and the direction of a motorised current. Based on the potential difference of the 
ends of shunt resistance where for example, a motor current flows, this current sensor 3-1 and 3- 
2 are what detected the magnitude and the direction of a current, and are constituted. 
[0030] Moreover, the drop 33 is attached to the controller 20. This indicator 33 displays each 
servo motor 11-1 and the actual welding-pressure data of 11-2, when a motion is an application- 
of-pressure processing process. That is, at the time of an application-of-pressure processing 
process, said two or more servo motors 1 1~1 and any one of the 11-2 are made into a master, and 
the torque control of the current command value equivalent to said set-up welding pressure is 
outputted and carried out to the servo amplifier 32-1 corresponding to this, and 32-2. And position 
control of other servo motors 1 1-1 and 11-2 is carried out by the position feedback signal of the 
servo motor of said master side as a slave. A controller 20 inputs said each servo motor 1 1-1 and 
the output current value of 1 1-2 from said corresponding current sensor 3-1 and 3-2, and he is 
trying to display the actual welding-pressure data of each servo motor on a drop 33 based on this 
current value at this time. By this, since an operator can check actual welding pressure, a welding- 
pressure setting-out mistake can be prevented. 

[0031] The control function block diagram showing the control function in a controller 20 is shown 
' n drawing 4 , and each function is hereafter explained to a detail based on this drawing. The 
motion data storage section 27 has memorized the motion data set up by said motion setting-out 
means 31, and reading appearance of this motion data is carried out at the time of motion control. 
The control-command operation means 21 calculates the control-command value of each servo 
motor 11-1, the location command corresponding to 1 1-2, or a torque command, and outputs it to 
the servo command operation means 22 so that the motion data memorized in said motion data 
storage section 27 may be read and slide 15 may drive along with the motion curve based on this 
motion data. At this time, a location command value is outputted also to the servo command 
operation means 23 via the control mode means for switching 25. When it is in the slide position 
where the control-command operation means 21 outputs the location command value in alignment 
with this motion in when said motion is in the slide position which should control a slide position 
and a rate, and said motion should control welding pressure, the control-command operation 
means 21 outputs the torque command value according to this welding pressure. 
[0032] The servo command operation means 22 outputs a rate command or a current command to 
a servo amplifier 32-1 corresponding to said location command value or torque command value 
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from the control-command operation means 21, respectively. That is, when a location command 
value is inputted, the servo command operation means 22 calculates a rate command value so that 
the variation of this location command value and the position feedback signal from the slide 
position detection means 17-1 may become small, and outputs this rate command value to a servo 
amplifier 32-1. Or when a torque command value is inputted, the servo command operation means 
22 outputs the current command value according to this torque command value to a servo 
amplifier 32-1. At this time, the position feedback signal from said slide position detection means 
17-1 is inputted into juxtaposition also at the control mode means for switching 25. 
[0033] The control mode means for switching 25 has the function which switches two or more 
servo motors 11-1 and the synchronousr-control mode (the location synchronousr control by the 
simple synchronous mode or the master slave mode, or pressure-control mode) of 1 1-2 according 
to the slide control state based on a motion curve. That is, the location command from said 
control-command operation means 21 and the position feedback signal from said slide position 
detection means 17-1 are inputted, and either of both the input signals is outputted to the servo 
command operation means 23 according to the control mode based on said set-up motion curve. 
The switching means 26 expresses this switch function in drawing 4 typically. Here, the location 
command from said control-command operation means 21 is inputted into one input A of a 
switching means 26, and the position feedback signal from said slide position detection means 17- 
1 is inputted into the input B of another side. And common C of a switching means 26 is 
connected to the servo command operation means 23. In addition, a switching means 26 may be a 
switch function switched with software, or may consist of a relay, a selecting switch with a 
selectable operator, etc. 

[0034] The control mode judging means 24 judges whether the control mode of each servo motor 
is made into the simple synchronous mode, or it considers as a master slave mode based on said 
motion data and the location command value from the control-command operation means 21 
which were memorized by the motion data storage section 27, and outputs a mode change-over 
signal to the control mode means for switching 25 according to this decision result. That is, in the 
set-up motion curve, while controlling the slide 15 like a high-speed downward process or a high- 
speed lifting process at high speed, a mode change-over signal is outputted to the control mode 
means for switching 25 so that it may become the simple synchronous mode, and, thereby, the 
location command from said control-command operation means 21 is outputted to the servo 
command operation means 23 (a switching means 26 switches to Input A side). Or while controlling 
at a low speed like a low-speed downward process, low-speed processing, or a tow-speed lifting 
process, a mode change-over signal is outputted so that it may become a master slave mode, and, 
thereby, the position feedback signal from said slide position detection means 17-1 is outputted to 
the servo command operation means 23 (a switching means 26 switches to Input B side). 
Moreover, at an application-of-pressure processing (pressure control) process, a mode change- 
over signal is outputted so that it may become a master slave mode, and the position feedback 
signal from said slide position detection means 17-1 is outputted to the servo command operation 
means 23 by this. 

[0035] The servo command operation means 23 inputs the output signal from said control mode 
means for switching 25 as a location command, and controls a servo motor 11-2 based on this 
command. That is, the location command value from said control-command operation means 21 
inputs at the time of the simple synchronous mode, and the position feedback signal from said 
slide position detection means 17-1 is inputted as a location command value, respectively at the 
time of a master slave mode, a rate command value calculates so that the variation of this 
location command value and the position feedback signal from the slide position detection means 
17-2 may become small, and this rate command value outputs to a corresponding servo amplifier 
32-2. 

[0036] Here, the above-mentioned simple synchronous mode and a master slave mode are 
explained. Two synchronousr-control modes which are different as two or more sets of servo 
motors 11-1 and 1 1-2 grade were mentioned above in the control device of a servo press two or 
more points concerning this invention, in order to carry out concurrency control, taking the 
synchronization of each location and a rate are switched based on the motion curve. First, any one 
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of two or more servoes [ slave mode / master ] command operation means 22 and 23 grades (with 
this operation gestalt) It is a location command (above) to the servo command operation means 
22. Output the location command from said control-command operation means 21, and the servo 
motor 11-1 controlled by this is made into a master. The position signal (the above position 
feedback signal from said slide position detection means 17-1) of this master side is outputted to 
the servo command operation means 23 grade of further others as a location command, and other 
servo motor 1 1-2 grades controlled by this are made into the slave. The synchronousr control in 
this master slave mode becomes effective at the point which the control characteristic is a first 
order lag, and can make min the synchronous gap between both (position error) when a command 
changes gently, or when the control joint rigidity of a master side and a slave side is low (it is 
[ control-] hard to be influenced). Therefore, in the control approach concerning this invention, it 
is made to perform a synchronousr control by the master slave mode into the time of the motion 
currently controlled at a low speed like a low-speed downward process, a spinning process, or a 
low-speed lifting process, or the torque control in an application-of-pressure processing process. 
[0037] On the other hand, two or more servo command operation means 22 and 23 grades input 
simultaneously the same location command (this operation gestalt location command from said 
control-command operation means 21) into juxtaposition, and are controlling the location and rate 
of each servo motor 11-1 which corresponds independently based on this location command, 
respectively, and 11-2 grade by the simple synchronous mode. When two or more control systems 
carry out high-speed migration in [ a system ] oscillation highly [joint rigidity ] mutually, since a 
carrier beam slave side becomes in oscillation about the effect of an oscillation of a master side, it 
competes mutually and control gain cannot fully be raised by said master slave mode. Therefore, in 
such a case, the simple synchronous mode is made to perform a synchronousr control, for 
example, slide 15 is controlled like a high-speed downward process or a high-speed lifting process 
at high speed, and it is performed by the simple synchronous mode at the time of motions, such as 
a punching processing process. 

[0038] Moreover, into the torque control in an application-ol^pressure processing process, the 
synchronousr control is performed by the master slave mode as mentioned above. This is based 
on the following reasons. That is, even if it is performing pressure control (torque control) in the 
servo press two or more points, maintaining the unbalance of slide 15 has priority over pressure 
control, and it is demanded. It becomes impossible then, to make a synchronous gap (that is, 
position error) of each servo motor 1 1-1 corresponding to each point and 1 1-2 grade into min, 
therefore to perform a torque control independently for every point. For this reason, at the time of 
pressure control, only any one servo motor (this operation gestalt servo motor 11-1) performs a 
torque control, and the position feedback signal of the servo motor 1 1-1 when making this into a 
master is considered as the location command of other servo motor 11-2 grades. Thus, pressure 
control predetermined only with one shaft of a master is performed, and it enables others to 
maintain the unbalance of slide 1 5, since synchronous position control is performed as a slave. 
[0039] The welding-pressure display means 29 outputs the command which displays each welding- 
pressure data based on the current sensor 3-1 corresponding to each servo motor 11-1 and 11-2, 
and the current value inputted from 3-2 to a drop 33, respectively at the time of said pressure 
control. By this, an operator can check easily the actual welding pressure (load) of each servo 
motor when carrying out pressure control as mentioned above. In addition, with said motion 
setting-out means 31, since he is trying for setting out of the welding pressure in pressure control 
to set up not a press load value (sum total load value in two or more points) but the load value in 
any one point, i.e., the output torque value by the servo motor of said master side, the error of the 
set point and a actual press load value of it is lost. Moreover, since the actual welding pressure 
(load) of each servo motor can be checked with an indicator 33 as mentioned above, the 
misapprehension at the time of setting out of an operator is lost. Consequently, the data setting- 
out mistake at the time of an operators pressure control is prevented, and press-working-of- 
sheet-metal operability improves. 

[0040] Moreover, the synchronous gap detection means 28 is calculating each servo motor 11-1 in 
two or more points, and the amount of location synchronous gaps of 11-2, and makes the position 
error of the location command value over each servo command operation means 22 and 23, and an 
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each corresponding slide position detection means 17-1 and the corresponding position signal from 
17-2 said amount of synchronous gaps. And when this calculated amount of synchronous gaps 
becomes larger than a predetermined synchronous gap allowed value, it judges that a synchronous 
gap is unusual and each servo motor 11-1 and 11-2 are stopped. The unbalance of the slide 15 
under processing is maintained by this. 

[0041] By the way, it is better to always perform the synchronousr control by the simple 
synchronous mode as mentioned above from becoming in oscillation when there is a cutting die 
into which it is processed by piercing in two or more metal mold. However, when the breakthrough 
after a punch occurs, the synchronous gap (position error) by the servo motor corresponding to 
this point becomes large. And when the abnormalities in a synchronous gap under synchronousr 
control are detected, for example and an abnormal stop is made to be carried out, press operation 
will be interrupted for an abnormal stop at every breakthrough, and operating ratio lowering will 
occur. 

[0042] Therefore, in case it pierces by the synchronousr control by the simple synchronous mode 
in a servo press two or more points and a processing process is performed, the slide position and 
motor current value under processing are inputted, a processing torque curve is obtained, and it 
memorizes from this torque curve in quest of the slide position (that is, punching location) when a 
breakthrough occurs, and the amount A of position errors at that time. And if the location variation 
B which added the amount alpha of allowances to said memorized amount A of position errors, and 
was calculated with the formula "B=A+alpha" is set up as said synchronous gap allowed value and 
slide 15 comes near said memorized punching location, he is trying to check the abnormalities in a 
synchronous gap from a next shot based on this newly set-up synchronous gap allowed value. 
Consequently, since the synchronous gap abnormal stop for every breakthrough is avoidable, 
operating ratio lowering can be prevented. 

[0043] Or if the above-mentioned punching process be in the shaping last process serially in two 
or more metal mold , it will detect begin to decrease rapidly , the flash , i.e. , the motor torque , of 
the work piece fracture in front of a breakthrough , and this fracture will be detect , the slide 1 5 
may not arrive at the predetermined minimum location set up by motion data , or you may make it 
raise slide 15 compulsorily . It becomes possible to ease a breakthrough and to avoid a 
synchronous gap abnormal stop by this, and operating ratio lowering can be prevented. 
[0044] As mentioned above, since the synchronousr control of each servo motor is carried out so 
that it may drive, while slide 15 maintains balancing along with a predetermined motion curve in a 
servo press two or more points as explained, press working of sheet metal in a passing <a thing> 
on specification becomes possible. Since it drives with a servo motor at this time, it is a high 
speed and press working of sheet metal with the small actuation noise can be performed. 
Therefore, productivity is improved and work environment can be improved. Moreover, according 
to the slide motion, the rate of two or more servo motors and the synchronousr control of a 
location are performed, for example, the simple synchronous mode is performing the synchronousr 
control at low-speed descent / lifting process or the spinning process by the master slave mode 
or high-speed descent / lifting process, or the punching processing process. Therefore, without a 
slide vibrating, it is stabilized, and since a synchronousr control is carried out, the unbalance of a 
slide is maintained with a sufficient precision and precise press working of sheet metal of it 
becomes possible. Furthermore, at the time of the pressure control in an application-of-pressure 
processing process, since the torque control only of the servo motor of one shaft of a master side 
is carried out and the synchronousr control is carried out to the location of a master side by 
making others into a slave side by the master slave mode, the setting-out mistake at the time of 
welding-pressure setting out etc. is lost. 

[0045] In addition, in the above-mentioned operation gestalt, although the example separately 
equipped with the rate sensor and the slide position detection means, respectively was shown, not 
only this but both may be made to serve a double purpose. For example, it has a pulse encoder, a 
pulse generator, etc. as a slide position detection means, a rate is calculated based on the number 
of input pulses per this unit time amount (travel), and you may make it ask. Moreover, at the time 
of a master slave mode, it is good also as a change being possible so that any one of two or more 
servo motors may be chosen as a master and others can be controlled as the slave according to a 
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press-working-of-sheet-metal work content. That is, it chooses so that the servo motor of the 
point by which a motion is stabilized most may be made into a master according to the 
combination of each processing of two or morecarat mold, and you may enable it to switch each 
location command so that the selected shaft may serve as a master in said control mode means 
for switching 25. Since it is carried out by on the whole stabilizing a synchronousr control by this, 
the unbalance of a slide can maintain with a sufficient precision. 



[Translation done.] 
* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 
[Brief Description of the Drawings] 

[Drawing 1] The important section side elevation which expresses the example of a servo press 
two or more points concerning this invention is shown. 

[Drawing 2] The explanatory view of the motion curve concerning this invention is shown. 
[Drawing 3] The block block diagram of the control device of a servo press is shown two or more 
points concerning this invention. 

[Drawing 4] The control function block diagram in the controller concerning this invention is 
shown. 

[Drawing 5] The front view of the press machine of two or more points concerning the 

conventional technique is shown. 

[Description of Notations] 

1 Servo Press 

3-1, 3-2 Current sensor 

9 Bed 

10 Frame 

11, 11-1, 11-2 Servo motor 

11a, 11a1, 11a2 Rate sensor 

12 Revolution Transfer Member (Belt) 

14 Power Inverter (Driving Means) 

15 Slide 

16 Bolster 

17, 17-1, 17-2 Slide position detection means 
18a-18c Metal mold 

19 The Passing <a Thing> on Direction 

20 Controller 

21 Control-Command Operation Means 

22 23 Servo command operation means 

24 Control Mode Judging Means 

25 Control Mode Means for Switching 

26 Switching Means 

27 Motion Data Storage Section 
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[Translation done.] 
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[Drawing 3] 
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27 




I 






7* — 





21 

L 



24 



28 



22 

_L 



29 




Kffcf 



[Drawing. 5] 



18c 




file://C:¥Documents and Settings¥Owner¥My Documents¥JPOEn¥JP-A-H1 0-2777... 2004/09/30 



JP-A-H10-277791 19/19 v 




[Translation done.] 



file://C:¥Documents and Settings¥Owner¥My Documents¥JPOEn¥JP-AHH1 0-2777... 2004/09/30 



